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(57) ABSTRACT

A method of producing a grid for a lead-acid battery 1n accor-
dance with the present invention includes the step of placing
lead alloy fo1l on a base material sheet of a lead-calcium alloy
and attaching the lead alloy foil under pressure to the base
material sheet. The thickness t of the lead alloy foil, the
thickness a of the base material sheet before the attachmg,, and
the thickness b of the composﬂe sheet after the attaching,
satisly the relational expression 1.3=(a+t)/b. The length LL of
the contact part of rollers with the base material sheet and the
lead alloy foil 1s 10 mm or more.
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This makes it possible to secure good adhesion of the lead
alloy fo1l to the base material sheet. Also, when this compos-

ite sheet 1s subjected to an expanding process and used as a 5 Claims, 5 Drawing Sheets
positive electrode grid, it 1s possible to provide a lead-acid

battery having excellent cycle life characteristics.
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METHOD OF PRODUCING LATTICE BODY
FOR LEAD STORAGE BATTERY, AND LEAD
STORAGE BATTERY

This application 1s a U.S. national phase application of
PCT iternational application PCT/TP2004/002094.

TECHNICAL FIELD

The present mmvention relates to methods of producing
orids for use 1n lead-acid batteries, and more particularly, to
methods of producing composite sheets used 1n lead-acid
battery grids.

BACKGROUND ART

Lead-acid batteries have conventionally been used in vari-
ous industrial fields, for example, as car batteries and back-up
power sources. With respect to lead-acid batteries used in
automotive applications, it 1s required to reduce the amount of
self-discharge and the amount of loss of water contained 1n
clectrolyte (hereinatter referred to as water loss) for decreas-
ing the number of man-hours needed for repair and mainte-
nance. To meet such requirements, grids used in positive and
negative electrodes are made of alead-calctum alloy, which 1s
free from antimony that increases the amounts of self-dis-
charge and water loss.

Among them, expanded grids obtained by making slits in a
rolled sheet of a lead-calctum alloy and expanding the slits
have an advantage of high productivity. Also, the addition of
tin to a lead-calctum alloy provides high mechanical strength
and corrosion resistance required of lead-acid battery grids.
Thus, expanded grids made of a Pb—Ca—Sn alloy are
widely used.

FIG. 1 shows a production method of a lead-calcium alloy
sheet used 1n a conventional expanded grid. A slab 1, which 1s
a plate-shaped base material and obtained by continuous cast-
ing of a lead-calcium alloy, 1s gradually rolled by a plurality of
pairs of rollers 2. At this time, the distance between each pair
of rollers in FIG. 1 gradually decreases as the thickness of the
slab 1 decreases. That 1s, the plurality of pairs of rollers are
arranged such that the radius (r, ) of the n+1_, pair of rollers
2 15 greater than the radius (r, ) of the n,, pair of rollers 2. Also,
the center distance between adjoining n,, pair of rollers 2 and
n+1_, pair of rollers 2 1s constant. The slab 1 1s eventually
rolled to a desired thickness, to obtain an alloy sheet 3.

It should be noted that other than the method of FIG. 1,
rollers 4 may be arranged such that the center distance
between each pair of rollers 4 gradually decreases as the
thickness of the slab 1 decreases, while the radius (r) of the
rollers 4 1s made constant, as illustrated 1in FIG. 2.

Thereatfter, slits are cut in the alloy sheet 3, and the slits are
expanded to obtain an expanded grid having meshes. An
active material paste 1s filled into the meshes of the expanded
orid, and the resultant grid is cut to obtain an electrode plate
for a lead-acid battery.

As described above, when electrode plates including an
expanded grid made of a lead-calcium alloy are used as posi-
tive and negative electrodes, there 1s an advantage that the
amounts of self-discharge and water loss of the resultant
lead-acid battery are small, 1n comparison with the cases of
including a positive electrode grid made of a lead-antimony
alloy. However, there 1s also a drawback of poor cycle life
characteristics 1n repeating charging and discharging.

As a method for improving the cycle life characteristics,

Japanese Laid-Open Patent Publication No. Sho 61-200670
proposes placing a lead alloy sheet containing one or both of
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tin and antimony on a base material sheet of a lead-calcium
alloy, and rolling these two sheets for integration to obtain a
composite sheet. Since tin or antimony contained in the com-
posite sheet has the effect of improving the adhesion of the
positive electrode active material to the positive electrode
or1d, the cycle life characteristics are improved.

In improving the adhesion of the positive electrode active
material to the positive electrode grid containing tin or anti-
mony, 1t 1s important that the base material sheet and the lead
alloy sheet have good adhesion. In the next step, the compos-
ite sheet 1s expanded 1n an expanding process and therefore
undergoes plastic deformation. In this step, 1f the adhesion of
the lead alloy sheet to the base material sheet 1s not good, tiny
cracks tend to occur between the base material sheet and the
lead alloy sheet. The occurrence of the cracks significantly
impairs the adhesion of the positive electrode active material
to the positive electrode grid, resulting 1n a decrease in cycle
life characteristics.

As a method for improving the adhesion of the lead alloy
sheet to the base material sheet, Japanese Laid-Open Patent
Publication No. He1 5-13084, for example, proposes making
the temperature ditlerence between the base material slab and

the lead alloy foil attached to this slab 150° C. or less. Also, as
a method of obtaining such temperature difference, there is a
proposal of cooling the slab surface with water.

In this way, by regulating the temperature difference
between the slab and the lead alloy foil, 1t 1s possible to
suppress, to some extent, the separation of the lead alloy foil
which occurs when the composite sheet consisting of the slab
and the lead alloy fo1l 1s bent. However, completely prevent-
ing the occurrence of such separation 1s still ditficult. Further,
even 1f the separation of the lead alloy fo1l 1s not found by the
visual inspection of the composite sheet, a lead-acid battery
including this composite sheet as the positive electrode grid
may not exhibit expected cycle life characteristics. In this
case, 1t 1s considered that there 1s such minute separation
between the base material sheet and the lead alloy sheet that
cannot be found by visual ispection.

In view of the above problems, 1t 1s therefore an object of
the present ivention to provide a method for producing a
lead-acid battery grid formed from a composite sheet, which
has excellent adhesion between a base material sheet of a
lead-calcium alloy and lead alloy foil containing a component
elfective for improving cycle life characteristics. It 1s another
object to provide a lead-acid battery having good cycle life
characteristics by using this composite sheet, which has been
subjected to an expanding process, as a positive electrode
or1d.

DISCLOSURE OF INVENTION

A method of producing a grnid for a lead-acid battery 1n
accordance with the present invention includes the steps of:
(1) passing lead alloy foil together with a base material sheet
of a lead-calcium alloy between a pair of rollers to attach the
lead alloy fo1l to the base matenial sheet, to make a composite
sheet, and (2) passing the composite sheet between a plurality
of pairs of rollers to gradually roll the composite sheet to a
predetermined thickness. The thickness t ol the lead alloy foil,
the thickness a of the base material sheet, and the thickness b
of the composite sheet 1n the step (1) satisty the relational
expression: 1.3=(a+t)/b. The length of the contact part of the
rollers of the step (1) with the base material sheet and the lead
alloy fo1l 1s 10 mm or more 1n the longitudinal direction of the
base material sheet.
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It 1s preferable that the temperature difference between the
base material sheet and the lead alloy fo1l be 50° C. or less in
the step (1).

It 1s preferable that the lead alloy foil includes a lead alloy
containing at least one selected from the group consisting of
Sn, Sb and Ag.

It 1s preferable that the method further includes the step (3)
ol subjecting the composite sheet to an expanding process
after the step (2).

Also, the present invention relates to a lead-acid battery
using a lead-acid battery grid obtained by the above-de-
scribed production method as at least a positive electrode
orid.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 1s a drawing showing a conventional process of
rolling a slab.

FIG. 2 1s a drawing showing another conventional process
of rolling a slab.

FIG. 3 1s a drawing showing a production process of a
composite sheet 1n accordance with a method of producing a
orid for a lead-acid battery of the present invention.

FI1G. 4 1s a drawing showing the main part of the production
process of a composite sheet 1n accordance with the method
of producing a grid for a lead-acid battery of the present
invention.

FIG. 5 1s a drawing showing a process of obtaining an
clectrode plate from the composite sheet.

FIG. 6 1s a perspective view, partially cut away, of a lead-
acid battery in accordance with the present invention.

BEST MODE FOR CARRYING OUT THE
INVENTION

Referring now to FIG. 3, embodiments of the present
invention are described. FIG. 3 shows a production process of
a composite sheet 1n accordance with a method of producing
a grid for a lead-acid battery of the present invention.

In a rolling process of a lead alloy sheet used 1n a grid, six
pairs ol rollers 12 are provided. These pairs of rollers have the
same size (radius) and are arranged such that the center dis-
tance between each pair of rollers decreases as the thickness
of a base matenial sheet decreases. Also, the rollers 1n each
pair are arranged such that the center distance between adja-
cent pairs of rollers 1s equal in the longitudinal direction of the
base material sheet.

First, a slab 11 of a lead-calctum alloy 1s passed, as a base
material sheet, between the first pair of rollers 12a. The slab
11 1s obtained, for example, by a method of continuously
casting a molten lead alloy containing a predetermined con-
centration of calcium, or by a method of pulling out this
molten lead alloy from the slit which has a predetermined size
and 1s formed 1n the tip end of a nozzle. The thickness of the
slab 11 1s generally around 10 to 20 mm.

In order to secure the mechanical strength of the base
material sheet and the lead-acid battery grid formed from this
sheet, the base material sheet 1s preferably a lead alloy con-
taining 0.03 to 0.10% by mass of calcium.

Further, 1n order to secure the corrosion resistance as well
as the mechanical strength of the lead-acid battery gnd
formed from the base material sheet, the base material sheet 1s
preferably made of a Pb—Ca—Sn alloy. Also, the Pb—Ca—
Sn alloy preferably contains 0.03 to 0.10% by mass of Ca and
0.80 to 1.80% by mass of Sn.

It should be noted that the lead alloy of the base material
sheet 1s substantially free from antimony, for the purpose of
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reducing the amounts of water loss and self-discharge. How-
ever, the lead alloy may contain, as an impurity, about 0.001
to 0.002% by mass of antimony, which 1s an amount that waill
not have a bad effect on the amounts of water loss and seli-
discharge. Further, the lead alloy may contain, as an impurity,
about 0.001 to 0.01% by mass of bismuth, about 0.005 to
0.02% by mass of aluminum, or about 0.001 to 0.08% by
mass of barium, which 1s an amount that will not have a bad
eifect on the battery characteristics.

Next, lead alloy foil 14 1s placed on the surface of the slab
11 before the slab 11 1s fed between the second pair of rollers
125, and the lead alloy fo1l 14 and the slab 11 are fed together
between the second pair of rollers 126. Then, the slab 11 and
the lead alloy fo1l 14 are simultaneously rolled by the rollers
125b, so that the lead foil 14 1s attached under pressure to the
slab 11 and a composite sheet 1s obtained (step (1)). For
example, the obtained composite sheet may be subjected to an
expanding process to form a grid, as described above.

The lead alloy foil 14 is preferably made of a lead alloy
containing at least one selected from the group consisting of
Sn, Sb and Ag. More preferably, the lead alloy 14 1s made of
a lead alloy containing at least one selected from the group
consisting of 1 to 10% by mass o1 Sn, 1 to 10% by mass of Sb,
and 0.05 to 1.0% by mass of Ag. When a composite sheet
including the lead alloy fo1l 14 of such composition 1s used as
a positive electrode grid, the cycle life characteristics of the
resultant lead-acid battery are improved. The thickness t of
the lead alloy foil 14 1s preterably about 0.05 to 0.30 mm.

Also, when the lead alloy fo1l 14 1s attached under pressure
to the slab 11, the temperature difference between them 1s
preferably 50 or less. This further improves the adhesion of
the lead alloy foil 14 to the slab 11. This temperature differ-
ence 1s controlled, for example, by making the temperature of
the lead alloy fo1l the same as room temperature and adjusting,
the temperature of the slab, obtained by continuous casting,
by water cooling.

Also, the rollers are heated by the heat generated by the
rolling of the slab. If the temperature of the rollers increases
excessively, lead adheres to the surfaces of the rollers, impair-
ing the smoothness of the slab surface. To address this prob-
lem, for example, the temperature of the surfaces of the rollers
can be controlled at about 80 to 90° C. by a method of
spraying a dispersion of rust-inhibiting o1l on the rollers.

FIG. 4 1s an enlarged drawing of a part of FIG. 3, at which
the lead alloy foil 14 1s attached to the slab 11. At the second
rollers to which the lead alloy fo1l 14 1s fed, the thickness a of
the slab 11 immediately before the rolling, the thickness b of
the composite sheet immediately after the rolling, and the
thickness t of the lead alloy foil 14 satisty the following
expression (1):

1.3=(a+2)/b (1)

Further, a contact part 15 of each of the rollers 125 with the
lead alloy 101l 14 placed on the slab 11 has a length L. 01 10.0
mm or more in the longitudinal direction of the slab.

The length L 1s given by the expression (2), using the radius
r of the reduction roller 126 and the angle 0 (radian), which a
straight line x-z forms with a straight line y-z at the central
axis z of the reduction roller 125, when the opposite ends of
the contact part 15 are represent by x and y respectively.

=01 (2)

Also, the radius r 1s given by the following expression (3),
using the thickness a of the slab, the thickness b of the com-
posite sheet, the thickness t of the lead alloy fo1l, and the angle
0.

r={(a+t)/2}-(b/2) }+r cos O (3)
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And, 0 1s given by the following expression (4) by modifying
the expression (3).

O=cos '[1-{(a+t-b)/2¢}] (4)

Accordingly, from the expressions (2) and (3), the length
(L) 1s given by the following expression (5).

L=rcos '[1-{(a+t-5)/27}] (5)

That 1s, r, a, t and b satistying the length L of 10.0 mm or
more, and the above expressions (1) and (5) may be deter-
mined.

Thereafter, the composite sheet 1s gradually rolled by the
third and subsequent pairs of rollers 12 (12¢, 12d, 12¢, and
12/), and a composite sheet 13 having a desired thickness 1s
obtained (step (2)). The thickness of the rolled composite
sheet 13 may be determined according to the battery design,
but 1t 1s generally about 0.5 to 1.5 mm.

The composite sheet obtained by the above method has
good adhesion, and the occurrence of separation of the lead
alloy fo1l 14 from the slab 11 1s suppressed.

Further, when the rolled composite sheet 13 1s subjected to
an expanding process and used as a positive electrode grid, 1t
1s possible to obtain a lead-acid battery of the present mnven-
tion 1n the conventional manner. In the lead-acid battery of the
present invention, the lead alloy layer, containing antimony,
tin, or silver and formed on the surface of the positive elec-
trode grid, adheres firmly to the base material layer. There-
tore, the positive electrode active material and the positive
clectrode grid have good adhesion, so that the cycle life
characteristics can be significantly improved.

Although this embodiment has described a process of feed-
ing lead alloy fo1l to the second pair of six pairs of rollers, the
number of pairs of rollers and the pair of rollers to which the
lead alloy fo1l 1s fed are not particularly limited to these.

In the following, examples of the present invention are
described 1n detail.

EXAMPLE

(1) Production of Positive Electrode Plate

First, a composite sheet was produced by the same proce-
dure as that explained with reference to FIG. 3.

A slab 11, which was obtained by continuous casting of a
molten Pb—Ca—Sn alloy containing 0.07% by mass of Ca
and 1.2% by mass of Sn, was used as a base materal sheet.
The thickness a of the slab 11 before the rolling by rollers 1256
was 11.0 mm. A Pb—Sn—Sb alloy containing 5.0% by mass
of Sn and 5.0% by mass of Sb was used as lead alloy foil 14.
The thickness t of the lead alloy o1l 14 before the rolling was
0.20 mm. The thickness of a composite sheet 13 obtained as
the result of this rolling process was 1.1 mm.

Subsequently, predetermined slits were cut 1n the rolled
composite sheet 13, and then, the slits were expanded to form
meshes 5 ((a) of FIG. 5), so as to obtain an expanded grid
(expanding process). It should be noted that this expanding
process was not applied to the central part of the composite
sheet 13, since a tab 7a, given below, 1s formed on this part. A
positive electrode paste 6 was filled ito the meshes 5 ((5) of
FIG. §), and the resultant grid was cut into the form of an
clectrode plate having the tab 7a ((¢) of FI1G. 8), so as to obtain
an electrode plate 7. Thereatter, the electrode plate 7 was
cured and dried, so as to obtain an unformed positive elec-
trode plate 21.

The positive electrode paste used was prepared by adding
water and sulfuric acid to a lead powder including 10 to 30%
by mass of lead oxide and 90 to 70% by mass of metallic lead
and kneading the mixture.
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(2) Production of Negative Electrode Plate

A slab, obtained by continuous casting of a molten Pb—Ca
alloy containing 0.07% by mass of Ca, was rolled to obtain a
rolled sheet. Then, 1n the same manner as the positive elec-
trode plate, the rolled sheet was subjected to an expanding
process, filled with a negative electrode paste, and cut into the
form of an electrode plate, so as to obtain an electrode plate.
Thereaftter, the electrode plate was cured and dried to obtain
an unformed negative electrode plate 22.

The negative electrode paste used was prepared by adding
water and sulfuric acid to a lead powder including 10 to 30%
by mass of lead oxide and 90 to 70% by mass of metallic lead
and kneading the mixture.

(3) Fabrication of Lead-acid Battery

A lead-acid battery having the structure as illustrated 1n
FIG. 6 was produced by the following manner. FIG. 6 1s a
perspective view, partially cut away, of the lead-acid battery.

The positive electrode plates 21 and the negative electrode
plates 22 obtained in the above manner were stacked with
separators 23 interposed therebetween. Straps 24 and 25 were
formed by welding together the tabs of the electrode plates of
the same polarity, so as to obtain a plate pack 28. The plate
pack 28 was accommodated in each of a plurality of cell
compartments 31 divided by partitions 30 of a container 29,
and adjoining plate packs 28 were connected 1n series by a
connector 27 adjacent to and connected to the strap 24. In this
example, the connection between the electrode groups was

made via a through-hole (not shown) formed 1n the partition
30.

With respect to the plate packs 28 located at opposite ends
of the series connection, one of them was provided with a
positive pole (not shown), and the other was provided with a
negative pole 26. While a cover 32 was fitted to the opening of
the container 29, a positive electrode terminal 33 and a nega-
tive electrode terminal 34 of the cover 32 were welded to the
positive pole and the negative pole 26. Thereafter, dilute
sulfuric acid was 1njected 1nto the cell compartments from the
liquid inlets formed 1n the cover 32, to perform charging.
After the charging, a vent cap 35 was fitted to each liquid 1nlet,

to produce a lead-acid battery for starting (heremafter
referred to as battery) of 55D23 defined by JIS D 5301.

The length L of the contact part of the reduction roller with
the base material sheet and the lead alloy foil, as well as the
value of (a+t)/b, were varied, as shown 1n Table 1, by chang-
ing the center distance between the second pair of rollers 125
and the radius r thereof 1n the above-described production
process of the composite sheet. Also, the temperature difier-
ence between the slab and the lead alloy foil was varied, as
shown in Table 1, by keeping the temperature of the lead alloy
fo1l 20" and adjusting the temperature of the slab by water
cooling.

It should be noted that the radius r of the rollers 12a and 12¢
to 12/, excluding the second pair of the process as illustrated
in FIG. 4, was 85 mm. The center distance between the first
pair of rollers was made 180.4 mm, and the center distance
between the third to sixth pairs of rollers 12¢ to 12f was
determined such that the amount of thick reduction by the
rolling become constant. In Table 1, batteries 5, 6, 8,10, 12 to
15, 17, and 18 are Examples of the present invention, and
batteries 1 to 4, 7,9, 11, and 16 are Comparative Examples.
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TABLE 1
Temperature

Battery Length L difference

No. (a+t)/b (mm) (° C.) Life cycle
Battery 1 1.20 8 20 105
Battery 2 1.20 10 20 105
Battery 3 1.20 20 20 110
Battery 4 1.30 8 20 100
Battery 5 1.30 10 20 140
Battery 6 1.30 20 20 145
Battery 7 1.30 8 50 90
Battery 8 1.30 10 50 140
Battery 9 1.30 8 60 80
Battery 10 1.30 10 60 130
Battery 11 1.60 8 20 90
Battery 12 1.60 10 20 150
Battery 13 1.60 10 50 150
Battery 14 1.60 10 60 135
Battery 15 1.60 20 20 150
Battery 16 2.00 8 20 80
Battery 17 2.00 10 20 135
Battery 18 2.00 20 20 140

| Evaluation of Cycle Life Characteristics]

Batteries 1 to 18 listed in Table 1 were subjected to a low
load life test (JIS D5301) under the following conditions.

The batteries were charged at a maximum current of 25 A
and a constant voltage of 14.8 V for 10 minutes, and then
discharged at a constant current of 25 A for 4 minutes. This
cycle was repeated. Every 480 cycles of such charging and
discharging, the batteries were discharged at a constant cur-
rent of 356 A for 30 seconds. When the discharge voltage at
the 30th second lowered to 7.2 V, the batteries were judged as
having reached the end of their life.

These results are shown 1n Table 1. The cycle life in Table
1 1s an 1ndex obtained by defimng the cycle number at which
the battery 4 reached the end of 1ts life as 100.

As aresult, it was found that the batteries of Examples had
better cycle life characteristics than the batteries of Compara-
tive Examples. Also, when the temperature difference
between the slab and the lead alloy foi1l was 20 to 60° C.,
excellent cycle life characteristics were obtained. However,
when the temperature difference was 60° C., the cycle life
characteristics were slightly lower than when the difference
was 20° C. and 50° C. It 1s therefore preferable that the
temperature difference be 50° C. or less.

Next, the respective batteries were decomposed and exam-
ined after the life tests. The batteries of Examples exhibited
remarkable softening of the positive electrode active material,
and 1t was found that these batteries reached the end of their
life because of the deterioration of the active material 1tself.
On the other hand, with the batteries of Comparative
Examples, partial separation of the lead alloy foil from the
positive electrode grid was observed. Also, a large amount of
positive electrode active material shed from the positive elec-
trode grid, although the softening of the positive electrode
active material was not so remarkable in comparison with the
batteries of Examples.

From these results, i1t 1s considered that the batteries of
Comparative Examples reached the end of their life because
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the minute separation of the lead alloy 101l from the positive
clectrode grid caused a decrease 1n the mterfacial adhesion of
the positive electrode active matenal to the positive electrode
orid. By contrast, according to the present invention, it 1s
thought that the cycle life characteristics were significantly
improved because the positive electrode active material and
the positive electrode grid had good intertacial adhesion.

In this example, an expanded grid was used as the negative
clectrode grid, but the same effects as described above can be
obtained by using a casting grid, which 1s obtained by 1nject-
ing a molten lead 1nto a mold and solidifying it.

INDUSTRIAL APPLICABILITY

As described above, 1n a production process of a composite
sheet 1n which lead alloy foil, which 1s effective for improving,
cycle life characteristics, 1s attached under pressure to a base
maternal sheet of a lead-calcium alloy, the present invention
can provide a method of producing a grid for a lead-acid
battery, by which good adhesion of the lead alloy foil to the
base material sheet 1s secured. When this composite sheet 1s
subjected to an expanding process and used as a positive
clectrode grid, it 1s possible to provide a lead-acid battery
having good cycle life characteristics.

The invention claimed 1s:

1. A method of producing a grid for a lead-acid battery,
comprising the steps of:

(1) passing lead alloy foil together with a base material
sheet of a lead-calcium alloy between a pair of rollers to
attach the lead alloy foil to the base matenal sheet, to
make a composite sheet, and

(2) passing the composite sheet between a plurality of pairs
of rollers to gradually roll said composite sheet to a
predetermined thickness after said step (1),

wherein the thickness t (mm) of the lead alloy {foil, the
thickness a (mm) of the base material sheet, the thick-
ness b (mm) of the composite sheet before said step (2),
and the radius r (mm) of the roller 1n said step (1) satisiy
the relational expressions:

1.3=(a+1)/b, and

10=r-cos ~[1-{(a+1-b)/27}].

2. The method of producing a grid for a lead-acid battery in
accordance with claim 1, wherein the temperature difference
between the base material sheet and the lead alloy foil 1s 50°
C. or less 1 said step (1).

3. The method of producing a grid for a lead-acid battery 1n
accordance with claims 1 or 2, wherein the lead alloy foil
comprises a lead alloy containing at least one selected from
the group consisting of Sn, Sb and Ag.

4. The method of producing a grid for a lead-acid battery in
accordance with claim 1, further comprising the step (3) of
subjecting the composite sheet to an expanding process after
said step (2).

5. A lead-acid battery using a lead-acid battery gnd
obtained by the production method of claim 4 as at least a
positive electrode gnid.
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